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57 ABSTRACT 
An apparatus for arranging nested, parallel rows of 
generally circular containers on a conveyor, the rows 
extending in the direction of conveyor movement, with 
the containers of alternate rows being offset relative to 
the containers of the remaining rows, the apparatus 
comprising partitions for forming a first row of contain 
ers, and for directing containers transversely to the 
direction of conveyor movement so that containers nest 
against previously formed rows to form successive 
OWS. 

14 Claims, 3 Drawing Sheets 
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APPARATUS FOR PAL LETIZANG LAYERS OF 
CRCULAR CONTANERS ARRANGED IN A 

HONEYCOMB PATTERN 

This is a continuation of application Ser. No. 074,675, 
filed July 17, 1987, now U.S. Pat. No. 4,834,605. 

BACKGROUND OF THE INVENTION 

The invention relates to apparatus for palletizing 
containers, and more particularly to apparatus for pal 
letizing circular containers arranged in a honeycomb 
pattern. The invention also relates to apparatus for ar 
ranging circular containers in a honeycomb pattern. 
Empty containers, and typically 12 ounce beverage 

cans, are generally transported to canners or bottlers on 
pallets. Individual layers of cans on pallets are com 
monly arranged in a honeycomb pattern, i.e., in nested, 
parallel rows with the containers of alternate rows 
being offset one container radius relative to the contain 
ers of the remaining rows. Cans are usually patterned on 
the palletizer conveyor. Various methods and apparatus 
are known for arranging cans in a honeycomb pattern 
on a conveyor. See, for example, U.S. Pat. No. 
2,949,179, to Busse issued Aug. 16, 1960. Another 
known method for arranging cans in a honeycomb pat 
tern is to provide fences or guide rails on opposite sides 
of the conveyor and then allow cans to "pile up' on the 
conveyor and form the honeycomb pattern by them 
selves. This method is known as "self-patterning.' 

Unfortunately, none of the known methods and appa 
ratus provide perfect honeycomb patterns. In other 
words, none of the known methods and apparatus pro 
vide consistently "voidless' patterns, i.e., patterns hav 
ing therein the maximum possible number of cans. This 
wastes available storage space and is also irritating to 
purchasers of cans. 

Also, known methods and apparatus require the pres 
ence of an operator for each conveyor belt in order to 
fill voids. However, to reduce costs, it is desirable to use 
a single operator for two conveyors, have the convey 
ors running at relatively high speeds, e.g., 2,000 cans per 
minute, and have voidless patterns. This is not possible 
with known methods and apparatus. 

SUMMARY OF THE INVENTION 

The invention provides an apparatus for arranging 
generally circular containers into a honeycomb pattern. 
The apparatus comprises a conveyor having a generally 
horizontal upper surface and a downstream end. Typi 
cal use has a palletizer at the downstream end to place 
the patterned cans onto pallets for storage or shipment. 

In the preferred embodiment, the patterning appara 
tus includes a plurality of spaced partitions extending 
generally in the direction of conveyor movement and 
dividing the upper surface of the conveyor into a plural 
ity of lanes each having a width slightly greater than the 
diameter of a container. Preferably, the partitions are 
strips of sheet metal standing on edge and having a 
height greater than the height of a container. The sheet 
metal strips can be supported above the conveyor upper 
surface by any suitable means. For example, the strips 
can be suspended from a frame extending over the con 
veyor upper surface. 
The partitions include a pair of parallel center parti 

tions defining a center lane having an outlet, and, on 
both sides of the center partitions, a plurality of spaced 
outer partitions having respective upstream portions 
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extending parallel to the center partitions and respec 
tive arcuate downstream portions concentric about a 
point located adjacent the outlet of the center lane. The 
downstream ends of the outer partitions form a V which 
opens downstream of the conveyor and which is bi 
sected by the longitudinal axis of the conveyor. In other 
words, the downstream ends of the outer partitions are 
aligned to form an acute angle relative to the longitudi 
nal axis of the conveyor. Preferably, this acute angle is 
approximately equal to 52.5", so that the V forms an 
angle of approximately 105'. The outer partitions define 
outer lanes which have respective outlets that face in 
wardly toward the longitudinal axis of the conveyor. 
When containers are carried along the upper surface 

of the conveyor and between the partitions, or along the 
lanes formed by the partitions, the center partitions 
form a center row of containers, and the outer partitions 
direct containers inwardly toward the center row so 
that containers nest against previously formed rows to 
form successive rows on both sides of the center row. 
The apparatus actually "places' a container in each 

position of the honeycomb pattern, so that a voidless 
pattern is obtained. The apparatus has a relatively sim 
ple construction and is relatively inexpensive to manu 
facture. Also, the apparatus can be easily added to exist 
ing 'self-patterning' palletizing assemblies. 

It should be understood that the pattern need not 
have a center row or can have an even number of rows 
and therefore two "center” rows. 
Other features and advantages of the invention will 

become apparent to those skilled in the art upon review 
of the following detailed description, claims and draw 
ings. 

DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a partially schematic, side elevational view 
of a palletizing assembly embodying the invention. 

FIG. 2 is a partial top plan view of the palletizing 
assembly. 

FIG. 3 is a view taken along line 3-3 in FIG. 2. 
FIG. 4 is a view taken along line 4-4 in FIG. 3. 
FIGS. 5-7 are sequential views showing the forma 

tion of the honeycomb pattern. 
FIG. 8 is a top plan view of an alternative embodi 

ment of the invention. 
FIG. 9 is a top plan view of still another alternative 

embodiment of the invention. 
Before one embodiment of the invention is explained 

in detail, it is to be understood that the invention is not 
limited in its application to the details of construction 
and the arrangements of components set forth in the 
following description or illustrated in the drawings. The 
invention is capable of other embodiments and of being 
practiced or being carried out in various ways. Also, it 
is to be understood that the phraseology and terminol 
ogy used herein is for the purpose of description and 
should not be regarded as limiting. 

DESCRIPTION OF THE PREFERRED 
EMBOOMENT 

A palletizing assembly 10 embodying the invention is 
illustrated in the drawings. The assembly 10 palletizes 
layers of generally circular objects, preferably 12-ounce 
beverage cans 12. However, it should be understood 
that the invention has other uses besides palletizing and 
is applicable to other objects and to other sizes and 
types of containers. For example, the patterning appara 
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tus of the invention could be used to pattern glass jars, 
plastic containers, or cans of other sizes. 
As shown in FIGS. 1 and 2, the assembly 10 com 

prises a conventional palletizer 24 (shown schematically 
in FIGS. 1 and 2). The palletizer 24 includes a conveyor 
14 including a longitudinal axis 15 and a generally hori 
zontal upper surface 16 moving from left to right. In the 
preferred embodiment, the conveyor 14 actually in 
cludes three endless conveyor belts 18, 20 and 22 ar 
ranged end-to-end. The upper surfaces of adjacent con 
veyor belts are connected by conventional transfer 
plates (not shown). The left or upstream conveyor belt 
18 moves at a speed of approximately 45 feet per min 
ute, the middle conveyor belt 20 moves at a speed of 
approximately 35 feet per minute, and the right or 
downstream conveyor belt 22 moves at a speed of ap 
proximately 100-110 feet per minute. The reasons for 
the different conveyor speeds are explained hereinafter. 
It should be understood that other conveyor arrange 
ments, not necessarily including moving belts, can be 
employed. The palletizer 24 also includes means for 
moving a layer of patterned cans onto a pallet 26 or 
onto a separator sheet placed on top of a previously 
deposited layer of cans 12, and an elevator or hoist 28 
for lowering the pallet 26 so that the top of the pallet 26 
or the top of the previously deposited layer of cans is 
even with the upper surface of the conveyor 14. This 
arrangement is known in the art and will not be de 
scribed in greater detail. It should be understood that 
other palletizers can be employed. 
The assembly 10 further comprises an apparatus 30 

for arranging containers or cans on the conveyor 14 
into a honeycomb pattern, i.e., a pattern of nested, par 
allel rows extending parallel to the longitudinal axis 15 
of the conveyor 14, with the containers of alternate 
rows being offset one container radius relative to the 
containers of the remaining rows. As shown in FIG. 2, 
the pattern preferably includes 19 longitudinal rows. As 
also shown in FIG. 2, each longitudinal row has a bot 
tom side and a top side. Because the cans 12 are nested, 
the bottom side of each row is actually below the top 
side of the row below, and the top side of each row is 
actually above the botton side of the row above. Fur 
thermore, the pattern includes transverse rows, i.e., 
rows extending transversely to the longitudinal axis 15 
of the conveyor and at an angle of 60 relative to the 
longitudinal axis 15. 
The apparatus 30 comprises means for forming a first 

row 32 of cans 12, and means for directing cans 12 
transversely to the direction of conveyor movement or 
to the longitudinal axis 15 so that cans nest against pre 
viously formed rows to form successive rows. In the 
preferred embodiment, the first row 32 is the center 
row, and the directing means directs cans 12 inwardly 
toward the center row 32 so that cans nest against previ 
ously formed rows to form successive rows on both 
sides of the center row 32. 

Preferably, the forming means and the directing 
means include means defining on the conveyor 14 a 
plurality of lanes 34 having respective outlets 36, the 
outlets 36 being aligned with the rows of the pattern and 
arranged to form a V which opens downstream of the 
conveyor 14. The V is bisected by the longitudinal axis 
15 of the conveyor 14, and the outlets 36 preferably face 
inwardly toward the longitudinal axis 15 of the con 
veyor 14. While various suitable lane defining means 
can be employed, in the illustrated construction, the 
lane defining means includes aplurality of partitions 38 
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4. 
extending generally in the direction of conveyor move 
ment and dividing the upper surface 16 of the conveyor 
14 into the lanes 34. The partitions 38 include a pair of 
parallel first or center partitions 40 defining a center 
lane 41 having an outlet 42, and, on both sides of the 
center partitions 40, a plurality of spaced second or 
outer partitions 44. The outer partitions 44 have respec 
tive upstream portions extending parallel to the center 
partitions 40 and respective arcuate downstream por 
tions concentric about a point 46 located adjacent the 
outlet 42 of the center lane 41. More particularly, the 
center row 32 of cans extends along a line 48 down the 
middle of the center lane 41, and the point 46 is located 
on the line 48. Thus, the center lane 41 is aligned with 
the center row 32 of cans. The outer partitions 44 define 
additional lanes having respective outlets 50 aligned 
with the remaining longitudinal rows of the honeycomb 
pattern. 
More particularly, referring to FIG. 2, the upper 

center partition 40 is aligned with and defines the top 
side of the center row 32, and the outer partition 44 
above the upper center partition 40 is aligned with and 
defines the top side of the row above the center row 32. 
In a similar manner, successive outer partitions 44 above 
the center partitions 40 are aligned with and define the 
top sides of successive rows of cans 12. 

Preferably, the downstream ends of the outer parti 
tions 44 are aligned to form an acute angle "A" of less 
than 60' relative to the longitudinal axis 15 of the con 
veyor. In the preferred embodiment, the acute angle 
"A" is approximately equal to 52.5', so that the V 
formed by the outlets 50 of the lanes or by the down 
stream ends of the partitions 44 forms an angle of ap 
proximately 105'. 

In the preferred embodiment, each lane has a width 
slightly greater than the diameter of a can 12. Prefera 
bly the cans 12 have a diameter of 2 inches and the 
lanes have a width of 2 inches. The partitions 40 and 
44 have a thickness of inch and are spaced 2 inch 
from center to center. Preferably, the partitions 40 and 
44 are strips of sheet metal standing on edge and having 
a height greater than the height of a can 12. The sheet 
metal strips can be supported above the conveyor upper 
surface 16 by any suitable means. In the preferred em 
bodiment, as shown in FIGS. 3 and 4, the strips are 
suspended from a frame 52 extending over the conveyor 
upper surface 16. More particularly, the strips include 
upwardly extending tabs 54 having therein respective 
bores through which a support rod 56 extends, so that 
the strips are suspended from the support rod 56. The 
support rod 56 is in turn connected at its ends to the 
frame 52 and is suspended from the frame 52 intermedi 
ate its ends via hook members 58. Additionally, spacer 
rods 60 are provided for maintaining the spacing of the 
strips. As shown in FIG. 2, the spacer rods 60 extend 
through aligned bores in the upper ends of the strips, 
and the strips are secured in position on the spacer rods 
60 via nuts 62 threaded onto the rods 60. 

In the preferred embodiment, the partitions 40 and 44 
have an overall length, from the upstream end of the 
partitions to the downstream end of the outermost parti 
tions 44, of approximately 79 inches. The center parti 
tions 40 have a length of 62.5 inches, and the outermost 
outer partitions 44 extend 16.5 inches downstream of 
the center partitions 40. The upstream ends of the parti 
tions 40 and 44 are located approximately 2 feet onto 
the upstream conveyor 18, and the middle conveyor 20 
extends approximately 5 feet from the downstream ends 
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of the outermost partitions 44. Thus, cans 12 are fed into 
the upstream ends of the lanes by the upstream con 
veyor 18. 

Initial operation of the assembly 10 can be started 
either by allowing the cans 12 to "self-pattern' them 
selves between the partitions 40 and 44 and the hoist 28 
or by "hand-patterning' the cans 12 downstream of the 
partitions. In order for the cans to self-pattern, the hoist 
28 is deactivated and the cans 12 are allowed to back up 
at the hoist 28. As the cans back up, they will self-pat 
tern between the hoist 28 and the downstream ends of 
the partitions 40 and 44, although it will probably be 
necessary for an operator to fill some voids in the pat 
tern. Once the cans have self-patterned back to the 
partitions 40 and 44 and the lanes have filled with cans, 
the hoist 28 can be activated. If the cans are hand-pat 
terned, the conveyor 14 is deactivated until cans 12 are 
patterned several feet downstream of the partitions 40 
and 44 and the lanes are filled. Thereafter, the conveyor 
14 and the hoist 28 can be activated. 

Additional cans are placed on the upstream conveyor 
18. Cans 12 can be placed on the upstream conveyor 18 
by any suitable means, many of which are known in the 
art. Such means do not form a part of the present inven 
tion. It is intended that cans will "pile up' somewhat at 
the upstream ends of the partitions 40 and 44 because 
they will engage the partitions 40 and 44 and will not 
always move immediately into a lane. For this reason, it 
is intended that cans 12 will slip somewhat relative to 
the upstream belt 18. If desired, means can be provided 
for spreading cans 12 on the upstream conveyor 18 
upstream of the partitions so that the cans move more 
easily into the lanes. Such a means is disclosed in U.S. 
Busse Pat. No. 2,949,179, issued Aug. 16, 1960, which is 
incorporated by reference. Other suitable means are 
known in the art and can be employed. 
Once in the lanes, cans 12 move from the upstream 

conveyor 18 to the middle conveyor 20. Cans are not 
intended to slip on the middle conveyor 20, which is 
primarily responsible for moving cans 12 through the 
partitions 40 and 44. Therefore, the middle conveyor 20 
does not move as fast as the upstream conveyor 18. 
Cans are intended to move steadily through the parti 
tions 40 and 44 and then downstream from the partitions 
in the honeycomb pattern. 

Formation of the honeycomb pattern is illustrated in 
FIGS. 5–7. Looking at a line 70 fixed relative to the 
conveyor 14 and extending perpendicular to the longi 
tudinal axis 15 of the conveyor 14, the can 72 in the 
center row 32 is the first to exit the partitions and as 
sume its position in the honeycomb pattern. Next, as 
shown in FIG. 6, the cans 74 of the adjacent outer rows 
are directed inwardly toward the center row 32 and 
nested against the can 72 and the immediately down 
stream can 78. Finally, as shown in FIG. 7, the cans 80 
of the next outer rows are directed inwardly toward the 
center row 32 and nested against the cans 74 and the 
immediately upstream cans 82. Successive outer rows 
are formed in the same manner. 

Because the angle "A" formed by the outlets 50 and 
the longitudinal axis 15 of the conveyor 14 is less than 
60, the transverse rows of cans 12 are also formed from 
the center row outwardly. This is believed to be benefi 
cial to the formation of the honeycomb pattern. Look 
ing at the transverse row identified by the line 90 in 
FIGS. 5 and 6, the can 72 in the center row 32 is placed 
first. Next, the can 74 in the row to the right of the 
center row 32 is placed, and then the can 92 in the next 
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6 
row to the right is placed (both of the cans are shown in 
place in FIG. 6). The remaining cans in the transverse 
row are similarly placed from inside to outside. 

In order to maintain the cans 12 in the honeycomb 
pattern downstream of the partitions 40 and 44, or in 
order to prevent lateral displacement of cans down 
stream of the partitions, the patterning apparatus 30 
further comprises, on either side of the middle conveyor 
20, fences or guide rails 100 extending in the direction of 
conveyor movement and downstream from the outer 
most partitions 44. Preferably, the inner surfaces of the 
fences 100 are aligned with the inner surfaces of the 
associated outermost partitions 44, so that both the 
downstream ends of the outermost partitions 44 and the 
fences 100 define the outsides of the outermost rows of 
cans 12. 
From the middle conveyor 20, cans 12 move onto the 

downstream conveyor 22. The purpose of the down 
stream conveyor 22, which moves substantially faster 
than the middle conveyor 20, is to speed up the arrival 
of a group of cans 12 at the palletizer 24 so that the 
palletizer 24 can complete a cycle before the arrival of 
the next group of cans 12. The need for a faster down 
stream conveyor obviously depends on the cycle time 
of the palletizer 24, and a faster downstream conveyor 
22 may not be necessary in some alternative embodi 
ments of the invention. Similarly, a faster upstream 
conveyor 18 may not be necessary in some alternative 
embodiments of the invention. 
While an entire palletizing assembly has been de 

scribed as the preferred embodiment of the invention, it 
should be understood that the invention is also embod 
ied in the patterning apparatus 30 alone. Palletizing 
assemblies on which the cans are self-patterning can be 
converted simply by adding the patterning apparatus 
30. Also, the patterning apparatus 30 may have other 
applications besides palletizing. 
Two alternative embodiments of the invention are 

illustrated in FIGS. 8 and 9. In the alternative embodi 
ment illustrated in FIG. 8, the first row 102 is formed on 
the bottom of the conveyor 14, and the successive rows 
are formed only above the first row 102. Therefore, two 
parallel partitions 104 are provided on the bottom of the 
conveyor 14, and spaced partitions 106 with arcuate 
downstream portions are provided above the parallel 
partitions 104. The arcuate portions are concentric 
about a point adjacent the outlet of the lane defined by 
the first partitions 104. In the alternative embodiment 
illustrated in FIG. 9, the outlets of the lanes face in 
wardly and form a V, as in the preferred embodiment, 
but the outer partitions 110 do not include arcuate por 
tions. Instead, the partitions 110 include straight up 
stream portions 112 extending parallel to the longitudi 
nal axis 15 of the conveyor 14, and straight downstream 
portions 114 extending transversely to the longitudinal 
axis 15 of the conveyor 14. 

Various of the features of the invention are set forth 
in the following claims. 

I claim: 
1. An assembly for palletizing generally circular con 

tainers, said assembly comprising 
a conveyor including a downstream end, a longitudi 

nal axis and a generally horizontal upper surface 
moving in the direction of the axis, said upper sur 
face being adapted to carry a plurality of contain 
ers, said conveyor including an upstream conveyor 
portion having a downstream end, and a down 
stream conveyor portion having an upstream end 
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located adjacent said downstream end of said up- ate portions concentric about a point located on said 
stream conveyor portion, line. 

an apparatus for arranging a pattern of nested, paral- 10. An assembly as set forth in claim 9 wherein said 
lel rows of containers on said conveyor surface, partitions have downstream ends aligned to form an 
said rows extending in said direction of conveyor 5 acute angle relative to the axis of said conveyor. 
movement, with the containers of alternate rows 11. An assembly as set forth in claim 9 wherein said 
being offset relative to the containers of the remain- means for forming said first row includes a pair of paral 
ing rows, said apparatus including means for form- lel first partitions defining a lane aligned with said first 
ing a first row of containers, and means for direct- row and having an outlet, wherein said point is located 
ing containers transversely to the direction of con- 10 adjacent said outlet, wherein said spaced partitions in 
veyor movement so that containers nest against clude respective upstream portions extending generally 
previously formed rows to form successive rows, parallel to said first partitions, and wherein said arcuate 
said forming means and said directing means in- portions are located downstream of said upstream por 
cluding means dividing said conveyor upper sur- tions. 
face into a plurality of lanes having respective 15 12. An assembly for palletizing generally circular 
inlets and outlets, said inlets being located adjacent objects, said assembly comprising 
said downstream end of said upstream conveyor a conveyor including a downstream end, a longitudi 
portion and said outlets being located adjacent said nal axis and a generally horizontal upper surface 
downstream end of said downstream conveyor moving in the direction of the axis, said upper sur 
portion, and 20 face being adapted to carry a plurality of objects, 

means located adjacent said downstream end of said said conveyor including an upstream conveyor 
conveyor for palletizing layers of containers ar- portion having a downstream end, and a down 
ranged in said pattern, stream conveyor portion having an upstream end 

said upstream conveyor portion moving faster than located adjacent said downstream end of said up 
said downstream conveyor portion so that contain- 25 stream conveyor portion, 
ers pile up at said inlets and slip on said upstream an apparatus for arranging a pattern of nested, paral 
conveyor portion. lel rows of objects on said conveyor surface, said 

2. An assembly as set forth in claim 1 wherein said rows extending in said direction of conveyor 
first row is a center row, and wherein said directing movement, with the objects of alternate rows being 
means directs containers inwardly toward said center 30 offset relative to the objects of the remaining rows, 
row so that containers nested against previously formed said apparatus including means dividing said con 
rows to form successive rows on both sides of said veyor upper surface into a plurality of lanes having 
Center OW. respective inlets and outlets, said inlets being lo 

3. An assembly as set forth in claim 1 wherein said cated adjacent said downstream end of said up 
outlets are aligned with said rows and arranged to form 35 stream conveyor portion and said outlets being 
a V opening downstream of said conveyor, said V being located adjacent said downstream end of said 
bisected by the longitudinal axis of said conveyor. downstream conveyor portion, and 

4. An assembly as set forth in claim 3 wherein said means located adjacent said downstream end of said 
outlets face inwardly toward the longitudinal axis of conveyor for palletizing layers of objects arranged 
said conveyor. 40 in said pattern, 

5. An assembly as set forth in claim 3 wherein said V said upstream conveyor portion always moving faster 
forms an angle of less than 120. than said downstream conveyor portion during 

6. An assembly as set forth in claim 5 wherein said V conveyor operation, so that objects pile up at said 
forms an angle of approximately 105. inlets and slip on said upstream conveyor portion. 

7. An assembly as set forth in claim 3 wherein said 45 13. An assembly as set forth in claim 12, wherein said 
conveyor dividing means includes a pair of parallel first downstream conveyor portion is in continuous motion 
partitions defining a center lane having an outlet, and, during conveyor operation. 
on both sides of said first partitions, a plurality of spaced 14. An assembly for palletizing generally circular 
second partitions having respective upstream portions objects said assembly comprising 
extending parallel to said first partitions and respective 50 a conveyor including a downstream end, a longitudi 
arcuate downstream portions concentric about a point nal axis and a generally horizontal upper surface 
located adjacent said outlet of said center lane. moving in the direction of the axis, said upper sur 

8. An assembly as set forth in claim 1 wherein said face being adapted to carry a plurality of objects 
means for forming a first row includes a pair of parallel said conveyor including an upstream conveyor 
first partitions defining on said conveyor upper surface 55 portion having a downstream end, and a down 
a lane having an outlet, and wherein said directing stream conveyor portion having an upstream end 
means includes a plurality of spaced second partitions located adjacent said downstream end of said up 
including respective upstream portions extending gen- stream conveyor portion, 
erally parallel to said first partitions and respective an apparatus for arranging a pattern of nested, paral 
arcuate downstream portions concentric about a point 60 lel rows of objects on said conveyor surface, said 
adjacent said outlet of said lane, said second partitions rows extending in said direction of conveyor 
defining on said conveyor upper surface additional movement, with the objects of alternate rows being 
lanes having respective outlets aligned with the remain- offset relative to the objects of the remaining rows, 
ing rows of said honeycomb pattern. said apparatus including means dividing said con 

9. An assembly as set forth in claim 1 wherein said 65 veyor upper surface into a plurality of lanes having 
first row extends along a line parallel to the axis of said respective inlets and outlets, said inlets being lo 
conveyor, and wherein said dividing means includes a cated adjacent said downstream end of said up 
plurality of spaced partitions including respective arcu- s' eam conveyor portion and said outlets being 
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located adjacent said downstream end of said 
downstream conveyor portion, and 

means located adjacent said downstream end of said pile up at said inlets and slip on said upstream con 
conveyor for palletizing layers of objects arranged 
in said pattern, 5 

said upstream conveyor portion moving faster than is . . . 

said downstream conveyor portion so that objects 

veyor portion. 
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